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ULTR ALOW-CARBON COLD-ROLLED SHEET AND GALVANIZED SHEET BOTH EXCELLENT 
^J^lS^ cSaRACTERISTICS and PROCESS FOR PRODUCING BOTH 



(57) A cold rolled steel sheet or galvanized steel 
sheet for deep drawing, improved in fatigue properties 
of a base metal and fatigue propei ties of a spot weld 
zone is provided The cold rolled steel sheet or galva- 
nized steel sheet comprises by weight C; 0.0001 to 
0 0026% Si: not more than 1 27o. Mn: 0.03 to 3 0%, P: 
OOlStoO 15%. S: 0 0010 to 0-020%. Al: 0 005 to 0 1%. 
N 0 0005 to 0.0080% and B 0 0003 to 0.0030% with 
the balance consisting of Fe and unavoidable impuri- 
ties A process for producing the above steel sheet is 
also provided which comprises the steps of : performing 
hot roll finishing of a slab having the above chemical 
composition at the Ar, transformation point or above; 



X C) % and not less than 2080 x (C - 0.0015) wherein C 
represents the carbon content in % by weight. 
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Description 

TECHNICAL FIELD 

The pr esent invention relates to ultra low carbon, cold rolled steel sheet and galvanized steel sheet, for deep draw- 
ing, improved in fatigue properties of the base metal and spot weld zone, and processes for producing the same. The 
cold rolled steel sheets according to the present invention are those which, after press forming, are used for applica- 
tions such as automobiles, domestic electric appliances, and buildings, and include both surface untreated cold rolled 
steel sheets in the narrow sense and cold rolled steel sheets, m the broad sense, which have been subjected to surface 
10 treatment for rust preventive purposes, such as Zn plating or alloyed Zn plating, and further provided with an organic 
film on the plating 

The galvanized steel sheets according to the present invention are similarly those which, after press forming, are 
used for applications such as automobiles, domestic electric appliances, and buildings and have been subjected to sur- 
face treatment tor rust preventive purposes, such as galvanizing or alloyed galvanizing. 

15 

BACKGROUND ART 

Technical advance of vacuum degassing process for a molten steel in recent years has facilitated the production of 
ultra low carbon steels, leading to an ever-increasing demand for ultra low carbon steel sheets having good workability. 

20 It is well known that such ultra low carbon bieel sheets generally contain at Ifiast one element selected from the 

group consisting of Ti and Nb. Ti and Nb exhibit a strong, attractive interaction with interstitial solid solution elements 
(C. N) in the steel to easily form carbon it rides, enabling a steel free from interstitial solid solution elements (IF steel: 
interstitial free steel) to be easily produced. IF steels are free from interstitial solid solution elements causative of strain 
aging and deteriorated workability and. hence, feature a non-aging property and very good workability Further, the 

25 addition of Ti and Nb plays an important role, that is. it refines the diameter of grains, of a hot rolled steel sheet of an 
ultra low carbon steel, which are likely to be coarsened, and improves the deep drawability of a cold rolled, annealed 
steel sheet. However, ultra low carbon steels with Ti and Nb added thereto have the following problems. First of all, the 
production cost Is high because the cost associated with the addition of expensive elements such as Ti and Nb is added 
to the cost of vacuum treatment for achieving ultra low carbon. Secondly the absence of C and N in solid solution in 

30 product sheets results in drawing-induced embrittlement or disappearance of paint bake hardening property (BH prop- 
erty). TTiirdly. the base metal and the spot weld zone have poor fatigue properties. The reason for this is that the 
strength of the material is low due to the nature of the ultra low carbon steel and, in addition, the microstructure of heat- 
affected zone in the spot welded area is coarsened to form a brittle area. Fourthly Ti and Nb are strong oxide formers, 
and the formed oxides deteriorate the surface quality 

35 A large amount of research and development have been done with a view to solving the above problems of IF 

steels. One conceivable means for solving the above problems is to use as a base material an ultra low carbon steel 
with Ti and Nb not added thereto. This is because the use of a steel not containing Ti and Nb. as the base material nat- 
urally leads to the solution of the above first, second, and fourth problems. The adoption of such means is found, for 
example, in Japanese Unexamined Patent Publications (Kokai) No. 63-83230. No 63-72830. No 59-80724, No. 60- 

4C 103129. No 1-1 84251 . No. 58-141355. and No 6-93376. In all of the above publications, attention is drawn to the prop- 
erties influencing the press moldability of an ultra low carbon steel sheet not containing Ti and Nb. such as r value and 
elongation, and the BH pioperty and the fabrication embrittlement resistance. 

Regaiding the fatigue pioperties as the thiid pioblem, however, only a few studies have been made. Japanese 
Unexamined Patent Publication (Kokai) No. 63-317625 discloses a process lor poducing an ultra low carbon, cold 

^: rolled steel sheet excellent in fatigue properties of spot weld zone wherein Ti. Nb, and B are added in combination and 
the temper rolling is optimized However, no mention is made of any method of improving fatigue proper ties in ultra low 
carbon steels free from Ti and Nb. Japanese Unexamined Patent Publications (Kokai) No. 6-81043. No 6-81044, and 
No. 6-81080 disclose an ultra low carbon steel sheet, having excellent fatigue properties and deep dr awability contain- 
ing at least one ment^er selected from the group consisting of Ti and Nb, and a process for producing the same. 
c: These unexamined publications disclose the method of increasing the yield strength and improving the fatigue 

pr operties of the base metal However , no study, has been made on the fatigue properties of a joint in its spot weld zone 
H r , ^ . O r ',h-^ /p Mnovnm.npH ni jN>r?itinn9. only ultra low f:ar hon steels with Ti and Nb added thei eto are contem- 

to \o^A yield stiength, arui neai apjjneLl at if e l mt- ui >\ i'. i^Kcly '■ ■^.r'.^^ - -.Mru.rnici! fiiain uu wi" ci. HMij U : 

possibility that the fatigue pt operties of the jomt n iis spo: weld zor^e becon^e uns'itis.factory As descrihea ahove n:; 
technique for preventing these unfavorable phenomena tias been pioposed 
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DISCLOSURE OF THE INVENTION 

An object of the present invention is to solve the above various problems encounteed in ultra low carbon steels 
ftee from expensive additive elements, such as Ti and Nb 

Thus, the present invention provides a cold rolled steel sheet and a galvanized steel sheet, based on a low carbon 
steel free from elements, such as Ti and Nb. having a combination of good fatigue resistance of the base metal with 
good fatigue properties of a spot weld while maintaining excellent deep drawability. and a process for producing the 
same. 

In the case of a simple ultra low carbon steel sheet not using expensive caibonitride formers, such as Ti and Nb. it 
10 has been found that since the steel sheet is excessively softened, it is easily deformed upon exposure to pressure from 
the electrode at the time of spot welding and the contact resistance between the electrode and the steel sheet or 
between the steel sheets is excessively lowered resulting in narrow optimal welding current range shitted to the higher 
current side. This disadvantageous! y requires a large welding machine. Further, this poses a problem that the fatigue 
properties of base metal have a high conelation with the yield strength of the base metal and are deteriorated The 
75 addition of P and B have been found to be effective in solving the above probleins. The addition of P and B enables the 
strength of the steel sheet to be increased inexpensively and efficiently while increasing the electric resistance. As a 
result, the welding current can be kept on the low current side. Further, the fatigue resistance of the base metal can also 
be improved. 

On the other hand, in the case of ultra low carbon steel sheets not containing Ti and Nb, abnormal grain growth is 
I'D likely to occur in the HAZ ai the ilme of spot v;elding. posing a problem ni deteriorated strength arxl fatigue property of 
the spot welded joint. The present inventors have made extensive and intensive studies with a view to solving this prob- 
lem and, as a result, have newly found that the addition of a combination of P and B in an amount exceeding a given 
level offers significant effect. Further, it has been found that the following means is effective in satisfactorily attaining the 
above effect. 1) B/N is regulated to less than 1 to permit B in solid solution to exist 2) A very small amount of Ti and/or 
25 Nb is allowed to exist 3) The temper reduction ratio is regulated as a function of the C content. 4) In the case of steel 
sheets having a BH property, imparting the BH property is desired because BH treatment results in improved joint 
strength arxi fatigue properties of the spot weld zone. 

The present invention has been made based on the above idea and novel finding, arxi the subject matter of the 
present invention resides in: 

30 

an ultra low carbon, cold rolled steel sheet, for deep drawing, improved in fatigue properties of a base metal and a 
spot weld zone, comprising by weight C: 0.0001 to 0.0026%. Si: not more than 1.2%, Mn: 0.03 to 3.07o. P: 0.015 
to 0.15%, S: 0.0010 to 0.020%. AI: 0.005 to 0.15%, N: 0.0005 to 0.0080%, and B: 0 0003 to 0.0030% and. if nec- 
essary, further comprising at least one element selected from the group consisting of Ti: 0.0002 to 0.0015% and 

35 Nb: 0-0002 to 0.0015%. with the balance consisting of Fe and unavoidable impurities; and 

a process for producing a cold rolled steel sheet, comprising the steps of: performing hot roll finishing of a slab hav- 
ing the above chemical composition at the Ar3 transformation point or above, coiling the hot rolled strip at room tem- 
perature to 750^^0, cold rolling the coil with a reduction r atio of not less than 70%, continuously annealing the cold 
rolled strip in the temperature range of from 600 to 900'C. and temper rolling the annealed strip wrth a reduction 

40 ratio (%) fallingwithin the range specified by the following formulae: %> 1.5 x (1 -400xC). %> 2080 x (C -0.0015), 
% < 3 0 and 0 0001 < C < 0.0026 wherein C represents the carbon content in % by weight 

The subject matter of the present inventiori luithei resides in: 

an ultra low carbon, galvanized steel sheet, for deep dr awing, improved m fatigue properties of a base metal and a 
spot weld zone, comprising by weight C: 0.0001 to 0.0026%. Si: not more than 1.0%. Mn: 0.03 to 2.5%, P: 0 015 
to 0.15%. S: 0.0010 to 0.020%. AI 0.005 to 0.15%. N: 0.0005 to 0 0080% and B: 0.0003 to 0.0030% and. if nec- 
essary, further comprising at least one element selected horn the group consisting of Ti: 0.0002 to 0.0015% and 
Nb: 0.0002 to 0 0015%. with the balance consisting of Fe and unavoidable impunties; and 

a process for producing a galvanized steel sheet, comprising the steps of: periormmg hot roll finishing of a slab hav- 
ing the above chemical composition at the A13 transformation poirit or above, coiling the hot tolled strip at room tem- 
noratiirp to i^O'-C mid rollinr) the coil with a reduction ratio of not less than 70%. galvanizing the cold rolled strip 

. o( H'. ..1 !• ■: - 
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BRIEF DESCRIPTION OF THE DRAWINGS 

Fig. 1 is a diagram showing the relationship between the fatigue Innit of base metal (2 x 10'^' times) and the P and 
B contents; 

5 Fig 2 is a diagram showing the relationship between the optimal spot welding cui rent range and the P content in a 

steel having a B content of 0.0008%; 

Fig. 3 is a diagram showing the influence of the P and B contents on the hardness distiibution in the vicinity of the 
HAZ after spot welding; 

Fig. 4 (A) is a diagram showing the relationship between the tension shear strength of a joint in the spot weld zone 
10 and the P and B contents, and Fig. 4 (B) is a diagram showing the relationship between the cross tensile strength 
of the spot weld zone and the P and B contents; 

Fig. 5 (A) IS a diagram showing the relationship between the joint fatigue property of the spot weld zone before paint 
baking and the P and B contents, and Fig. 5 (B) is a diagram showing the same relationship as in Fig. 5 (A) except 
that the spot weld zone has been subjected to paint baking; 
15 Fig 6 is a diagram showing the influence of the total C content and the reduction ratio in the temper rolling on the 

spot weldability (lower limit of optimal welding cunent) arxi the aging property (YP-EI aftei lOO^^Cfoi 1 hr); 
Fig. 7 is a diagram showing the relationship between the fatigue limit (2 x 10^ times) and the P and B contents in 
another example of the present invention; 

Fig. 8 is a diagram showing the relationship between the optimal spot welding current range and the P content in a 
20 further example of the present invention; 

Fig. 9 is a diagram showing the influence of the P and B content on the hardness of distribution in the vicinity of the 
HAZ after spot welding in a further example of the present invention; 

Fig. 10 (A) is a diagram showing the relationship between the tension shear strength of the joint of the S[X)t weld 
zone and the P and B contents in a further example of the present invention, and Fig 10 (B) is a diagram showing 
25 the relationship between the cross tensile strength of the joint of the spot weld zone and the P arxi B contents; 

Fig. 1 1 (A) is a diagram showing the relationship between the shear fatigue property of the joint of the spot weld 
zone before paint baking and the P and B contents in a further example of the present invention, and Fig. 1 1 (B) is 
a diagram showing the same relationship as in Fig. 1 1 (A) except that the spot weld zone has been subjected to 
paint baking; and 

30 Fig. 1 2 is a diagram showing the influence of the total C content and the reduction ratio in the temper rolling on the 

spot weldability (lower limit of optimal welding current) and the aging property (YP-EI after lOO^G for 1 hr) in a fur- 
ther example of the present invention. 

BEST MODE FOR CARRYING OUT THE INVENTION 

35 

At the outset, the results of experiments which are the basis of the pi esent invention will be described. Figs. 1 , 2 
and 3 show the results of investigation on the effect of the addition of P and B. particularly important to the present 
invention, on the spot weldability and the fatigue property. 

In this experiment, a simple ultra low carbon steel sheet containing C: about 0.0013%. Si: 0.01%. Mn: 0.15%, P: 
40 0 0 03 to 0 18%. S: 0.008%. Al: 0.075: N: 0.0018%. and B: 0.0001 to 0.00407o was used. Hot rolling was performed at 
a heating temperature of 1150"C and a finishing temperature of 920"C. and the hot rolled strip was rapidly cooled, 
within 1 2 sec afte the completion of the hot rolling, at a rate of 50''C/sec and coiled at 500"C. The hot rolled sheet hav- 
ing a thickness of 5.0 mm was pickled, cold rolled to a thickness of 0.8 mm (reduction ratio = 84%). continuously 
annealed under conditions of heating rate = 10' C/sec. holding = 740"C x 50 sec. and cooling = 10' C/sec. and temper 
rolled with a reduction ratio of 1 .0%. 

The fatigue of the base material was evaluated by subjecting a cold rolled, annealed, temper i oiled material accord- 
ing to a pulsating bending fatigue test at 25 Hz according to JIS Z 2273 (a rule concerning a fatigue test method for 
metallic materials) and JIS Z 2275 (a repeated bending fatigue test for riietallic flat plates). The spot weldability was 
evaluated by conducting welding with reference to the recommended values supplied by RWMA (Resistance Welder 
5>r Manufacturers' Association) using a CF type electrode having a diameter of 4.5 mm under conditions of applied pres- 
sure 200 kgf and weld time was 1 2 Hz The optimal welding current range is a range from a current necessary for bring- 

thr. - irjrK-'t Hir motpr to nn* \f^rc ihan 4x1^'^ (f ^.hppt thickn^ss (mm)) (lower limit of optimal welding current) to a 

* t ,.. i. ,'.1 

among the abcve wedir";q Lonclitiont 

As is appatent from Fig, 1, the fatique limit of the base metal at a nunhei of lepeats of ? > 10" times kv inatetials 
having the above composition with not less than 0 015% of P and not less than 0 0003% of B added thereto is bettei 
♦^^'ir^ MPa fnr a rompaiative conventional jltra low carbon cold 'Olled steel sheet with Ti added thereto, comprising 
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by weight C: 0.0035%. Si: 0.01%. Mn: 0.15%. P: 0.01%. S: 0.01%. Al: 0.03%. Ti: 0.045%>. B: 0,0001%. and N: 0 0020%, 
and can reach the same level as that (208 MPa) lor a batch box or pack annealed, low carbon. Al-killed. cold rolled steel 
sheet comprising by weight C 0.035%. Si: 0.01%. Mn: 0.15%. P: 0.01%. S: 0.01%. Al: 0.045%. and N: 0.00407o. 
As is apparent from the results shown in Fig. 2, for ultra low carbon steels with 0 0008% of B added thereto, 

f increasing the amount of P added broadens the optimal welding current range and shifts the optimal welding current to 
the lower current side. The present inventors have found that when the amount of P added is not less than 0.015%. the 
optimal welding current range is on the same level as thai for the conventional material. 

As is apparent from Fig. 3. for the comparative steel, softening in HAZ is present within 3 mm around the center of 
the spot wekj zone, whereas the addition of a combination of P and B in respective proper amounts eliminates such 

ic softening, resulting in improved strength of the spot welded joint as shown in Figs. 4 (A) and (B). Further, as shown in 
f-ig. 5 (A) (before paint baking), the fatigue property of the spot weld zone important to the present invention is also 
ensured, and. as shown in Fig 5 (B) (after paint baking). BH treatment results in fur ther impr ovement. Thus, the pr esent 
inventors have obtained the above novel finding which is very important for commercialization of ultra low cait)on steel 
sheets with Ti and Nb not added thereto. 

15 In Figs 4 (A) and (B) and Figs. 5 (A) and (B). 2P-3B. 2P-18B. 8P-3B. and 8P-18B are steels of the present invention 

having compositions falling within the above composition range, wherein the P contents of 2P and BP are respectively 
0 02% and 0.08% and the B contents of 3B and 188 are respectively 0.0003% and 0.0018%. The Ti-IF as the compar- 
ative steel has a composition as noted above and is a general ultra low carbon cold rolled steel sheet, with Ti and B 
added thereto, which is in extensive current use. The metallurgical reason why the addition of P and B in combination 

::o can improve the fatigue re^^irA^nr.p. of the base metal and the spot weldability (including optimal welding current range, 
joint strength, and the fatigue property of the weld zone) is considered to be as follows. 

For the ultr a low carbon steel with Ti and Nb not added thereto, C is in solid solution and contributes to an increase 
in strength. Among substitutional solid solution elements. P is an element having a much smaller atomic radius than Fe. 
and B also is an interstitial solid solution element Therefore, these elements effectively increase the yield strength. At 

25 the same time, they increase the electric resistance Consequently the fatigue property of the base metal is excellent 
Further, the optimal welding current range is shifted to the lower current side P is well known as a grain bourxlary seg- 
regation element and exhibits great interaction with grain boundaries Therefore, it inhibits grain boundary migration, 
advantageously refining the microstructure. Further. B and C have attractive interaction and. hence, inhibit y~>a trans- 
formation in the course of cooling after spot welding, contributing to refinement of the microstructure in HAZ and an 

3D increase in hardness. 

For the ultra low carbon steel sheet with Ti and Nb not added thereto, the effect nf refining the microstructure in 
HAZ attained by P and B synergistically appears when both P and B are present. Although the reason for this has not 
been elucidated yet, it is considered to be as follows P and B segregate in y->a transformation boundaries in the course 
of cooling after spot welding, and, as described above. P lowers the migration rate in grain boundaries while B interacts 

35 with C to inhibit the diffusion of C, inhibiting the y -»a transformation until the temperature becomes low. This improves 
the hardenabilrty of HAZ and markedly increases the hardness, resulting in improved spot weldability and joint strength 
and fatigue property of the spot v^/eld zone. 

Further, the present inventors have newly found that regulation o1 the C content and the reduction ratio in temper 
rolling in respective proper ranges is very effective in imparting the non-aging property and a low lower limit of optimal 

4c welding current, at the time of spot welding, which are tasks to be accomplished in ultra low car bon steel sheets with Ti 
and Nb not added thereto 

At the outset, the experimental results which are the basis of finding of the above relationship will be described. Fig. 
6 shows the i elationship between the C content and the teinpei i oiling conditions influencing the aging property and the 
lowei limit of optimal spot welding current. In the present experiment, simple ultra low carbon steel sheets comptising 

45 Si: 0-01%. Mn: 0.15%, P: 0.03%. 8: 0.008%. Al: 0.075%. N: 0.0018%, and B: 0.00107o with the amount of C vaned in 
the range of from 0.0003 to 0 0030%. The above sample prepared by the melt process on a laboratory scale was hot 
rolled Hot rolling was peilormed at a hooting temperature of 1 150"C and a finishing temperature of 920"C and coiled 
at 500"C. The hot rolled sheet having a thickness of 6 0 mm was pickled, cold rolled to a thickness of 0.8 mm (reduction 
ratio = 87%), continuously annealed under conditions of heating rate = 10"C/sec, holding = 740"C x 50 sec, and cooling 

EC ^ lO'C/sec. and temper rolled with varied reduction ratios. 

In Fig 6, the elongation at yield point (YP-EI) in the tensile test after accelerated aging at 100"C for 1 hr was used 
as the index of the aging property Further, the lower limit value of optimal currerM in spot welding was used as the index 



la-inc the C content to not less than 0 0001% with the leduction latio legu^aic-cl to 1 5 x 1 1 ■ 400 x C)% or more nciea- 
ing the total C content increases the content of C in solid solution and, hence, is considered tc inciease the reduction 
ratio necessary for imparting the non-agirig property The lower limit value of the optimal spot welding curieni relates to 
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the strength at yield point (YP) of the material and shifts on lower current side with increasing the YP For this reason, 
it IS considered that increasing the C content and the reduction ratio in the temper rolling is preferred- The upper limit 
of the leduction ratio in the temper rolling is 3.0%, and. when the reduction ratio exceeds this value, the steel sheet 
becomes excessively hard resulting in deteriorated workability 

The reasons for the limitation of chemical compositions of the steel and production conditions will be further 
described. 

(1) C: C is a very important element which determines the quality of products When the C content exceeds the 
upper limit 0.0026%. the natural non-aging property is lost even when the reduction ratio in the temper rolling is reg- 
ulated. Further, in this case, age deterioration in ductility is significant. For the above reason, the upper limit of the 
C content is 0.0026%. On the other hand, when the C content is less than 0 0001%. the fatigue properties of the 
base metal and the fatigue properties of the spot weld zone are deteriorated. Further, fabrication embrittlement 
occurs. In this connection, it should be noted that bringing the C content to the range of from 0.0001 to less than 
0.0005% is difficult for reasons of steelmaking techniques and. at the same time, results in increased cost. There- 
fore, the lower limit of the C content is preferably 0.0005%. 

(2) Si: Si is an element wliich can inexpensively increase the strength. An Si content exceeding 1 .2% poses prob- 
lems of lowered suitability for conversion treatment and plating. Therefore, the upper limit of the Si content is 1 2%. 

(3) Mn: Mn, as with Si. is an element which is effective in increasing the strength. Further, in the steel of the pr esent 
invention, with Ti or the like not added thereto, since Mn fixes S, it serves to prevent cracking at the time of hot roll- 
ing. It is said that lowering the Mn content is preferred from the viewpoint of improving the r value. When the Mn 
content is less than 0.03%. cracking occurs during hot rolling. Therefore, the lower limit of the Mn content is 0.03%. 
On the other hand, it has been found that Mn is effective in refining grains of a hot rolled steel sheet of an ultra low 
carbon steel with P added thereto as in the present invention. This is probably because both the elements act so 
as to thermodynamically countervail the A13 temperature and. in addition, kinetically delay the y >a transformation. 
Further. Mn has the effect of refining the microstructure in HAZ in spot welding. An Mn content exceeding 3%, how- 
ever, results in deteriorated r value, that is, in deteriorated deep drawability For the above reason, the upper limit 
of the Mn content is 3%. 

(4) P: P, as with Si and Mn, is known as an element which increases the strength, and the amount of P added varies 
depending upon the target strength level. The diameter of grains of a hot rolled sheet of an ultra low carbon steel 
with Ti and Nb not added thereto is gener ally increased. The addition of P in an amount of not less than 0.015% 
markedly refines the grains and has the effect of improving the deep drawability of cold rolled, annealed product 
sheets. Further, as described above, the addition of P is useful for ensuring the spot weldability, and, as shown in 
Fig. 2. the necessary amount of P added is 0.015% or more. On the other hand, the addition of P in an amount 
exceeding 0.157o results in deteriorated cold rolling property, creation of drawing-induced embrittlement and other 
unfavorable phenomena. Therefore, the upper limit of the P content is 0.157o. 

(5) S: The lower the 8 content, the better the results. However, when the S content is less than 0.001%. the pro- 
duction cost is remarkably increased. Therefore, the lower limit of the S content is 0.001%. On the other hand, an 
S content exceeding 0.020% causes excessive precipitation of MnS, deteriorating the workability For this reason, 
the upper limit of the 8 content is 0 020%. 

(6) Al: Al is used for the regulation of deoxidation. When the Al content is less than 0.005%, it is difficult to stably 
conduct the deoxidation, while when it exceeds 0 15%. the cost is Increased Therefore, the lower limit and the 

upper limit of the Al content are 0.005% and 0.15%, respectively 

(7) N The lowei iUe N content, the better the lesulls. Howevei. an N content of less than 0.0005% leacis to a 
remarkable increase in cost. Therefore, the lower limit of the N content is 0 0005%. On the other hand, when the N 
content exceeds 0.0080%. the workability is remarkably deter iorated. For this reason, the upper limit of the N con- 
tent is 0.0080%. 

(8) B: B is an indispensable element for ensuring the joint strength and fatigue properties of the spot weld zone. 
The addition of B in an amount of not less than 0.0003% is necessary from the viewpoint of attaining the contem- 
plated effect. When the amount of B added is less than 0.0003%, the refinement of the microstructure in HAZ is 
unsatisfactory, while the addition of B in an amount exceeding 0.0030% results in increased cost and. at the same 
time, is causative of cracking of the slab Therefore, the upper limit of the B content is 0 0030% Preferably the 
amount of B addpd satisfies the relationship R/N > 1 This is because B in solid solution which does not form BN is 



the product sheets as repiesented by the 1 value and the inipioved stiength and fatigue piopeity 0I the Sfjot wei:i 
zone. When the at least one element is added in an amount of less than 0 C0027o the contemplated imoiovement 
effect cannot be attained On the other hand, when it is always added in an amount exceeding 0 001 57o, the cost 
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is increased in the actual production on a commercial scale. For this reason, the upper limit of these elements is 
0 0015%. 

The reasons for the limitation of production conditions will be described. 

(9) Hot rolling conditions: Finish hot rolling is performed at the Ar3 temperature or above in order to ensure the 
workability of the product sheet. Finish hot rolling at a terrperature below Ars results tn a significant increase in 
diameter of grains of the hot rolled sheet, deteriorating the deep drawabilrty of the product sheet. Further, surface 
irregularities called "ridging" are created. In the case of an ultra low carbon steel with Ti and Nb not added thereto. 

10 rapid cooling, at a rate of not less than 50"C/sec. of the hot rolled sheet within 1 .5 sec after the completion of the 
finish rolling to a temperature of 750*'C or below is prefened because the diameter of grarns of the hot rolled sheet 
IS reduced to improved the deep drawability of the final product sheet. Rapid coolrng within 0 5 sec after the com- 
pletion of the finish rolling is particularly preferred. A coiling temperature above 750"C results in deteriorated pick- 
ling property and heterogeneous quality in the longitudinal direction of the coil and, in addition, causes abnormal 

le grain growth duiing coiling For this reason, the uppei limit of the coiling temperatuie is 750**C. On the other hand, 

since lowering of the coiling temperature to room temperatui e results in no deteriorated woi Kability of the product 
sheet. Therefore, the lower fimit of the coiling temperature is room temperature. 

Regarding the hot rolling, it is possible to use a method wherein roughly rolled materials are joined to each 
other in a period between rough hot rolling and finish hot rolling to conduct finish hot rolling in a continuous manner. 

20 Alternatively, conventional batch type hot i oiling may hfi conducted. In the case of continuous hot rolling, the slab 

is roughly rolled to a thickness of 30 to 70 mm, once coiled, and uncoiled to join the front end of the coil to the rear 
end of a preceding coil, followed by continuous finish rolling. 

(10) Cold rolling conditions: The reduction in cold rolling is limited to not less than 70% from the viewpoint of ensur- 
ing the r value of the product sheet. For the ultra low carbon steel sheet contemplated in the present invention. 

25 when the reduction ratio is not less than 84%, the r45 is markedly improved resulting in reduced in-plane anisotr opy 

of the rvalue. Further, the microstructure is refined to improve the spot weldability. Therefore, this condition is par- 
ticularly preferred. 

(11) Continuous annealing conditions: Continuous annealing is performed at a temperature of 600 to 900°C. When 
the annealing temperature is below 600°C, the recrystallization is unsatisfactory, posing a problem associated with 

3G the workability of the product sheet. The workability improves with increasing the annealing temperature. However, 
an annealing temperature above 900°C causes breaking of the sheet or deteriorates the flatness of the sheet. Fur- 
ther, the workability and the fatigue properties are also deteriorated. 

(12) Temper rolling conditions: For an ultra low carbon steel sheet with Ti and Nb not added thereto, the regulation 
of the reduction ratio in the temper rolling and the C content to respective proper ranges is important from the view- 

35 point of simultaneously ensuring the non-aging property and the spot weldability. The non-aging property can be 
ensured by regulating the reduction ratio to a region defined by a reduction ratio of not less than 0.3%. a reduction 
ratio of 2080 x (C - 0.0015)% or more, and a C content of not more than 0.0026% The lower limit value of the opti- 
mal spot welding current can be kept low by regulating the reduction ratio to a regron defined by a reduction ratio 
of 1 5 X (1 - 400 X C)7o or more and a C content of not less than 0.0001% and increasing YR The upper limit of the 

40 reductron ratio in the temper rolling is 3.0%, and a reduction ratio exceeding 3.0% renders the steel sheet exces- 
sively hard, deteriorating the workability of the steel sheet. 

The piesent invention has been made based on the above novel idea and novel finding, and, accoiding to Ifie 
ptesent invention, cold rolled steel sheets, for deep drawing, haviiig a combination of the natural non-aging property 
45 With the BH property and improved in fatigue properties of the base metal and fatigue properties of the spot weld zone 
can be provided without adding expensive elements such as Ti and Nb. 

The ultra low, galvanized steel sheet accoiding to another aspect of the present invention will be described. 

It is a matter of course that galvanizing of the cold rolled steel sheet, produced by the above technique, in an in-line 
annealing type continuous galvanizing system wherein the annealing temperature is 600 to 900' C. can provide a gal- 
£c vanized steel sheet, for deep drawing, improved in fatigue properties of the base metal and the spot weld zone. In order 
to provide optimal galvanizing conditions par ticularly for ultra low carbon steel sheets with Ti and Nb not added thereto, 
the present invpntors have madp further studies on chemical compositions, production conditions and the like for such 



{)iocess was simulated The niax miini ainval tennpeiatut e was 750 C, the Al c;oncGnt(ation ot the galvanizing batl^ was 

0 127o. and the alloying tieatment was peifoimed at 520 C foi 15 sec The reduction ratio in the tempei i oiling was 

1 2% 
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The .nf luence of the addition of P and B in the above galvanized steel sheet on the sjDot weldability and fatigue prop- 
erties was investigated by the above experiment. The results are shown in Figs. 7 to 9 

The fatigue property of the base metal, the spot weldability. the joint fatigue strength and the like were evaluated in 
the same manner as described above. 

As is apparent from Fig. 7. the fatigue limit of the base metal at a number of repeats of 2 x 10 times for materials 
having the above composition with not less than 0.015% of P and not less than 0 0003% of B added thereto is better 
than 165 MPa for a comparative conventional ultra low carbon, alloyed galvanized steel sheet with Ti and Nb added 
thereto compnsing by weight C: 0.0023%. Si: 0.01%. Mn: 0.15%. P: 0.007%. S: 0.01%. Al: 0.03%. Ti: 0.015%. Nb: 
0 011% B 0.0001%, and N: 0.0020%. and can reach the same level as that (200 MPa) for a batch box or pack 
annealed low carbon. Al-killed. cold rolled steel sheet (comprising by weight C: 0.035%. Si: 0.01%. Mn: 0.15%, P: 
0.01%. S: 0 01%. Al: 0 045%. and N 0 0040%.) which has been subjected to alloyed galvanizing and post annealing tor 
imparting the non-aging property. . ^ ^ . 

As is apparent from the results shown in Fig. 8. for ultra low carbon steels with 0.0008% of B added thereto, 
increasing the amount of P added broadens the optimal welding current range and shifts the optimal welding current to 
the lower cunent side The present inventors have found that when the amount of P added is not less than 0 015%. the 
optimal welding current range is on the same level that for the conventional material. As is apparent fiom Fig. 9. for 
the comparative steel, softening m HAZ is present within 3 mm arou-nd the center of the spot weld zone, whereas the 
addition of a combination of P and B in respective proper ama eliminates such softening, resulting in improved 
strength of the spot welded joint as shown in Figs. 10 (A) and (B). Fa ther, as shown in Fig, 1 1 (A) (before paint baking), 
the idiiyue property of the spot we!d zone important to the present invention is also ensured, and, as shown in Fig. 1 1 
(B) (after paint baking). BH treatment results in further improvement. Thus, the present inventors have obtained the 
above novel finding which is very important for commercialization of ultra low cait)on steel sheets with Ti and Nb not 

added thereto. . . .i. 

In Figs 10 (A) and (B) and Figs. 11 (A) and (B). 2P-3B. 2P-18B. &P 3B, and 8P-18B are steels of the present inv/en- 
tion having compositions falling within the above composition range, wherein the P contents of 2P and 8P are respec- 
tively 0 02% and 0 08% and the B contents of 3B and 1 8B are respectively 0.0003% and 0.001 8%. The Nb-Ti-IF as the 
comparative steel has a composition as noted above and is an ultra low carbon, alloyed galvanized steel sheet which 
is in extensive cun ent use. 

Next the results of an experiment for determining the relationship between the C content and the reduction ratio in 
the temper rolling will be described. In this experiment, the ultra low carbon steel sheet adopted in the above experiment 
on the cold rolled steel sheets was hot rolled, coiled, pickled, and cold rolled in the same manner as described above. 
For the resultant cold rolled steel strip, a sendzimer type continuous galvanizing process was simulated. The maximum 
heating temperature was 750«C. the Al concentration of the galvanizing bath was 0.12%. and the alloying treatment was 
performed at 520°C for 12 sec. The reduction ratio in the temper rolling was varied. The results of the above experiment 
are shown, in Fig. 1 2, in terms of the influence of the C content and temper rolling conditions on the lower limit value of 
the optimum spot welding current. ^ . - i, ^ 

In Fig 12. the elongation at yield point (YP-EI) in the tensile test after accelerated aging at lOO^C for 1 hr was used 
as the index of the aging property. Further, the lower limit value of optimal current in spot welding was used as the index 
of spot weldability The welding conditions were the same as those described above. As is apparent from the drawing, 
as with the case of the cold rolled steel sheet, in order to ensure the non-aging property, the reduction ratio should be 
regulated in a region defined by a reduction ratio of not less than 0 3%. a C content of not more than 0.0026%. and a 
reduction ratio of 2080 x (C - 0 001 5)% or more wherein C repr esents the C content The lower limit value of the optimal 
spot welding current can be kept low by regulating the r eduction ratio in a legion defined by a C content of not less than 
0 0001% and a reduction ratio of 1 .5 x (1 - 400 x C)% oi more The upper limit of the reduction i atio in the temper rolling 
IS 3 0%. and. when the reduction ratio exceeds this value, the steel sheet becomes excessively hard resulting in dete- 
riorated workability „ i 

The reasons for the limitation of chemical compositions of the steel and production conditions will be further 

described. 

(1) C: C is a very important element which determines the quality of products. When the C content reeds the 
upper limit 0 0026%. the natural non-aging property is lost even when the reduction ratio in the temper ic img is reg- 
ulated FurthPr in this case, age deterioration in ductility is significant For the above reason, the uppei limit of the 

-ne bcii lie tn 'W- •e:>Liii:, r^. i'^r:; ^'■af ec! itic.fpi )n> nie i()w<-i iinm ( >! m k- ^ :.')m*Ti: r. ^. ;ji)u : i n i^'i'-..;:. 

It should be noted that bunging the C corMent to the lange of ftoni 0 OOOl to les^. than C 000b% i^. d.fiicuil toi u-ci 
sons of steelmaking techniques and. at the same time, results m inci eased cost The-efoie. the lower lir^mt of the G 
content is preferably 0 0005% 
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(2) Si: An Si content exceeding 10% poses problems of lowered suitability for conveisiori treatment and plating 
Therefore, the upper limit of the Si content is 1 .0%. 

(3) Mn An Mn content of less than 0.03% causes cracking during hot rolling. Therefore, the lower limit of the 
content is 0 03%. On the other hand, an Mn content exceeding 2.5% results in deteriorated r value, that is, deteri- 

5 orated deep drawability. For the above reason, the upper limit of the Mn content is 2.5%. 

(4) P: The addition of P in an amount of not less than 0.015% markedly refines the grains of the hot rolled sheet of 
an ultra low carbon steel and has the effect of improving the deep drawability of cold rolled, annealed product 
sheets Further, the addition of P is useful for ensuring the spot weldability, and. as shown in Fig. 8. the necessary 
amount of P added is 0.01 5% or more. On the other hand, the addition of P in an amount exceeding 0. 15% results 

10 in deteriorated cold rolling property, creation of drawing-induced embrittlement and other unfavorable phenomena. 
Therefore, the upper limit of the P content is 0.15%. 

(5) S: The lower the S content, the better the results. However, when the S coritent is less than 0.001%, the pro- 
duction cost is remarkably increased. Therefore, the lower limit of the S content is 0.00 l7o. On the other harxj, an 
S content exceeding 0.020% causes excessive precipitation of MnS, deteriorating the workability. For this reason. 

7f tlie upper limit of the S content is 0.020%. 

(6) Al: Al is used for the regulation of deoxidation. When the Al content is less than 0.005%, it is difficult to stably 
conduct the deoxidation. In the present invention wherein the addition of P is a premise, P inhibits an alloying reac- 
tion Since, however, Al and P exhibit attractive interaction, in a steel with Al added in a satisfactory amount, the 
delayed alloying reaction becomes a normal one. Therefore, the amount of Al added is preferably not less than 

20 0.04%. On the other hand, when the amount of Al added exceeds 0.15%. the cost is increased. Therefore, the 
lower limit and the upper limit of the Al content are 0.005% and 0.15%, respectively. 

(7) N: The lower the N content, the better the results. However, an N content of less than 0.0005% leads to a 
r emarkable increase in cost. Therefore, the lower limit of the N content is 0.0005%. On the other hand, when the N 
content exceeds 0 0080%. the workability is remarkably deteriorated For this reason, the upper limit of the N con- 

25 tent is 0 0080%. 

(8) B: B is an indispensable element for ensuring the joint strength and fatigue properties of the spot weld zone. 
The addition of B in an amount of not less than 0.0003% is necessary from the viewpoint of attaining the contem- 
plated effect. When the amount of B added is less than 0.0003%. the refinement of the microstructure in HAZ is 
unsatisfactory, while the addition of B in an amount exceeding 0.0030% results in increased cost and, at the same 

30 time, is causative of cracking of the slab. Therefore, the upper limit of the B content is 0.0030%. Preferably, the 
amount of B added satisfies the relationship B/N > 1 . This is because B in solid solution which does not form BN is 
effective in refining the microstructure in HAZ. 

(9) Ti, Nb Furxiamentally, these expensive elements are not added in the present invention However, the pres- 
ence of a very small amount (0.0002 to 0.0015%) of at least one element selected from the group consisting of Ti 

35 and Nb results in improved quality, of product sheets, represented by r value and improved strength and fatigue 
property of the spot weld zone. When the at least one element is always added in an amount exceeding 0.0015%, 
the cost is increased in actual production on a commercial scale. For this reason, the amount of Ti and Nb added 
IS limited to the above range 

The reasons for the limitation of production conditions will be described. 

40 (10) Hot rolling conditions: As in the production of the cold rolled steel sheet, the hot rolling may be continuous hot 
rolling wherein roughly rolled strips are jointed in a period between the rough hot rolling and the finish hot rolling, 
or alternatively conventional batch type hot roiling. Finish hot rolling is perfoimed at the A13 temper atute 01 above 
in oidei to ensuie the woikdbility of the product sheet. Finish hot rolling at a tempeiatuie below Ar3 results in sig- 
nificant increase in diameter of grains of the hot rolled sheet, detenotating the deep drawability of the product sheet. 

45 Further, suriace irregularities called "lidging" are created. In the case of an ultra low carbon steel with Ti and Nb 

not added thereto, rapid cooling, at a rate of not less than 50"C/sec, of the hot rolled sheet within 1 .5 sec after the 
completion of the finish rolling to a temperature of 750"C or below is preferred because the diameter of grains of 
the hot rolled sheet is reduced to improved the deep drawability of the final product sheet. Rapid cooling within 0 5 
sec after the completion of the finish rolling is particularly preferred. A coiling temperature above ysO^'C results in 

50 deteriorated pickling property and heterogeneous quality in longitudinal direction of the coil and. in addition, causes 

abnormal grain growth dLii ing coiling For this reason, the upper limit of the coiling temperature is "^so^C On the 
other hand, since lowering of the coiling temperature to room temperature results in no deteriorated workability of 



0I the I vciiue Fuithei. the m crostuctjie is refined to imL)iove tlie s[.)jt weldability. 1 'lerc'toie. Wuz concl;tiO'i ir. \)fi\ 
ticulaily pieferied 

(12) Continuous galvanizing conditions Annealing galvanizing, and optional alloying treatment a-e earned out m a 
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sendzimei type continuous galvanizing system. The alloying treatment aims to improve the coatability and v^^elda- 
bility of the galvanized steel sheet. It is performed in the temperature range of from 450 to 550' C from the viewpoint 
of providing a homogeneous phase. The annealing temperature is 600 to 900< C. When the annealing tempera- 
ture is below 600> C. the recrystallization is unsatisfactory, posing a problem associated with the workability of the 
product sheet The workability improves with increasing the annealing temperature. However, an annealing temper- 
ature above 900°C causes breaking of the sheet or deteriorates the flatness of the sheet. Further, the workability 
and the fatigue properties are also deteriorated. 

(13) Temper rolling conditions; For an ultra low carbon steel sheet with Ti and Nb not added the.eto, the legulation 
of the reduction ratio in the temper rolling and the C content to respective proper ranges is important from the view- 
point of simultaneously ensuring the non-aging property and the spot weldability The non-aging property can be 
ensured by regulating the reduction ratio to a region defined by a reduction ratio of not less than 0.3%, a reduction 
ratio of 2080 x (C - 0 001 5)% or more, and a C content of not more than 0.0026%. The lower limit value of the opti- 
mal spot welding current can be kept low by regulating the reduction ratio to 1.5 x (1 - 400 x C)% or more and 
increasing YP 

The upper limit of the reduction ratio in the temper rolling is 3.0%. and when the reduction ratio exceeds 3.0%, the 
steel sheet is excessively hard, deteriorating the workability 

Thus according to the present invention, galvanized steel sheets, for deep drawing, having a combination of the 
natural n^n-aging property with the BH property and improved in fatigue properties of the base metal and fatigue prop- 
erties of the spot weld zone can be provided without adding expensive elements such as Ti and Nb. 

Example 1 

Continuously cast slabs of steels specified In Table 1 were heated to 1 150»C, hot rolled with the finish rolling tem- 
perature being 920°C to prepare 5 5 mm-thick hot rolled plates, cooled within 1.0 sec after the completion of the hot 
rolling at a rate of 50°C/sec, and coiled at 600' C. They were then cold rolled with a reduction ratio of 85% to a thickness 
of 0 8 mm Among the cold rolled steel strips, those from the steels A to E and H to J were continuously annealed at 
740°C and temper rolled with a reduction ratio of 1.2%. The steel sheets thus obtained were examined for various 
mechanical properties of each steel sheet, the fatigue strength of the base metal, the minimum welding current, and the 
shear strength and cross fatigue strength of the spot weld zone. The results are summarized in Table 2. The spot weld- 
ing was performed under conditions as described above, and the strength of the spot weld zone was evaluated in terms 
of the value of 95% of a welding cunent which causes expulsion and surface flash. As is apparent from Tables 1 and 2, 
the steels of the present invention provided non-aging, cold rolled steel sheets, for deep drawing, excellent in fatigue 
resistance of the base metal and fatigue strength of the spot weld zone. Further, the regulation of the C content could 
impart a bake hardening property (BH property). BH treatment (the BH treatment referring to aging treatment which 
simulates the step of painting and baking after molding, under conditions of 1 70»C x 20 min after predeformation by 2 ^) 
of the steel sheets having a BH property resulted in further improved fatigue strength of the base metal and fatigue 
strength of spot welded joint. By contrast, the comparative steels outside the scope of the present invention was unsat- 
isfactory in fatigue strength of the base metal and fatigue strength of the spot welded zone (steels I and J). r45 (steels 
H and I), and YP-EI after exposure to 100"C for 1 hr (steel H). 
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The steel A specified in Table l was tieated in the same mannef as m Example 1 up to the step of continuous 
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annealing. The annealed str ip was then temper rolled with var ious r eduction ratios ranging from 0.5 to 3.0% and then 
examined tor the elongation at yield point of each steel sheet after artificial aging at lOO' C for 1 hr. the lower liriiit of 
proper spot welding current, and the fatigue strength of base metal. The results are summarized in Table 3. The spot 
welding was performed under conditions as described above, and the weld strength was evaluated in terms of the value 
of 95% of a welding current which causes expulsion and surlace flash. As is apparent from Table 3. the regulation of 
the reduction ratio of the temper rolling in the proper range specified in the present invention can offer a combination of 
satisfactor y non-aging property, weldability, and fatigue properties. 
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Example 3 

Cold rolled steel strips piepared. in Example 1. from steels A. C, D. F. G, H I. and K specified in Table 1 weie 
heated at a rate of 10°C/sec to 760"C. the maximum arrival tenperature. cooled to 480"C at a rate of about lO"C/sec. 
galvanized by the conventional method in a plating bath at 460''C (Al concentration of the bath: 0. 12%), further heated 
at 520''C for 20 sec, thereby conducting alloying, arxi cooled to room temperature at a rate of aboirt 10''C/sec. They 
were further temper rolled with a reduction ratio of t .2% 

The steel sheets thus obtained were examined for the various mechanical properties of each steel sheet, the 
fatigue strength of the base material, the minimum welding current, and the shear strength and cross fatigue strength 
of the spot weld zone in the same manner as in Example 1 . The results are summarized in Table 4. 

As IS apparent from Tables 1 and 4. the steels of the present invention provided non-aging, alloyed galvanized steel 
sheets, for deep drawing, excellent in fatigue resistance of the base metal and fatigue strength of the spot weld zone. 
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The steel A specified in Table 1 was tteated in the same mannei as ii^ Example 3 up to the step of continLJOus 
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vanizing. The galvanized sheet was then temper rolled with var ious r eduction r atios ranging fi oni 0.5 to 3.0% and theri 
examined for the elongation at yield point of each steel sheet after artificial aging at 100"C fo'^ 1 hr, the lower limit of 
proper spot welding current, and the fatigue strength of base metal. The results are summarized in Table 5 The spot 
welding was performed under conditions as described above, and the weld strength was evaluated in teims of the value 
of 95% of a welding curi ent necessary for causing expulsion and suriace flash. As is apparent from Table 5, the regu- 
lation of the reduction ratio of the temper rolling in the proper range specified in the present rnvention can offer a com- 
bination of satisfactory non-aging property, spot weldability. and fatigue properties. 
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INDUSTRIAL APPLICABIL II y 

As I- Rppaient fiom the foiegoing rietaited desciiption. accoidincj 1o the present invention, cold idled steel sheets 
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oi galvanized steel sheets, for deep drawing, improved in fatigue properties of base metal and fatigue properties of spot 
weld zone can be provided without adding expensive elements such as Ti and Nb. Further, non-aging and BH proper- 
ties also can be imparted. BH treatment results in further impt oved fatigue prof^erties. Thus, the present invention pro- 
vides inexpensive steel sheets with bettei usability for users, as compared with the conventional steel sheets, and a 
r process for producing the same. Since expensive elements, such as Ti and Nb. are not used, the present invention can 
contribute to saving the earth's resources. Furthermore, the present rnvention can also provide high-strength steel 
sheets, which permit a reduction in weight, arxl. hence, may contribute to the environmental protection ot the earth. 
Thus, the effect ot the present invention is significant. 

^0 Claims 

1. An ultra low carbon, cold rolled steel sheet, improved in fatigue properties of a base meta! and a spot weld zone, 
comprising by weight C: 0.0001 to 0.0026%, Si: not more than 1.2%, Mn: 0.03 to 3.0%, P: 0.015 to 0.15%. S: 
0.001 0 to 0.020%, Al: 0.005 to 0.15%. N: 0.0005 to 0.0080% and B: 0.0003 to 0.0030% with the balance consisting 

J 5 of Fe and unavoidable impurities. 

2. The cold rolled steel sheet according to claim i , wherein the chemical composition of the steel sheet is such that 
the carbon content is 0.0005 to 0 0026% by weight. 

20 3. The colu rolled steel sheet according to claim i . which further comprises by weight at least one element selected 
from the group consisting of Ti: 0.0002 to 0.0015% and Nb: 0.0002 to 0.001 57o. 

4. The cold rolled steel sheet according to claim 1 or 3. wherein the chemical composition of the steel sheet is such 
that the B and N contents satisfy the following relationship: B/N > 1 . 

25 

5. An ultra low carbon, galvanized steel sheet, for deep drawing, improved in fatigue properties of a base metal and a 
spot weld zone, compnsing by weight C: 0.0001 to 0.0026%. Si: not more than 1.0%. Mn: 0.03 to 2.5%. P: 0.015 
to 0.15%, S: 0.0010 to 0.020%. Al: 0.005 to 0.15%. N: 0.0005 to 0.0080% and B: 0.0003 to 0 0030% with the bal- 
ance consisting of Fe and unavoidable impurities. 

30 

6. The galvanized steel sheet according to claim 5, wherein the chemical composition of the steel sheet is such that 
the carbon content is 0.0005 to 0.0026% by weight. 

7. The galvanized steel sheet according to claim 5, which further comprises by weight at least one element selected 
35 from the group consisting of Ti: 0.0002 to 0.0015% and Nb: 0.0002 to 0.0015%. 

8. The galvanized steel sheet according to claim 5 or 7, wherein the chemical composition is such that the B and N 
contents satisfy the following relationship: B/N > 1 . 

4C 9. A process for producing an ultra low cart)on, cold rolled steel sheet, improved in fatigue properties of a base metal 
and a spot weld zone, comprising the steps of: 

heating a slab, comprising by weight C. 0 0001 to 0.0026%, Si not moie than 1 .2%, Mn 0.03 to 3.0%. P. 0.015 
to 0.15%. S 0.0010 to 0.020%, Al 0 005 to 0.15%, N. 0.0005 to 0 0080% and B 0 0003 to 0.0030% with the 
45 balance consisting of Fe and unavoidable impurities, to a tempeiature of 1050"C or above; 

hot rolling the heated slab and terminating the hot rolling at the Ar^ transformation point or above; coiling the 
hot rolled strip in the temperature range of from room temperature to 750'*C; transferring the hot rolled coil to 
a cold rolling machine where it is cold rolled with a reduction ratio of not less than 70%; continuously annealing 
the cold rolled strip in the temperature range of from 600 to 900' C; and temper rolling the annealed strip with 
a reduction ratio {%) falling within the range specified by the following formulae % > 1 .5 x (1 - 400 x C), % > 
2080 X (C - 0 0015). % < 3 0 and 0 0001 - C • 0 0026 wherein C represents the cait)on content in % by weight 



11. The pfOGGSS accotding to claim 9 oi 10 w^ieien t^1e 'lol loHecl r.teel cfK'rl s cooled, witfiin i '> atto! iiit- -.oi i 
pletion of the hot lollmg. to 750 C of below at a late of not less than 50 C'sec and coiled ir- the tem[:)eiatuie lange 
of fiorii loom temperature to 750' C 
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12. The process according to claim 9. wheiein the cold rolling is performed with a reduction ratio of not less than 84%. 

13. The process according to clarm 9. wherein the chemical composition of the slab is such that the slab further com- 
prises by weight at least one element selected from the group consisting of Ti: 0.0002 to 0.00157c and Nb: 0.0002 
to 0.0015% 

14. The process according to claim 9 oi 13, wherein the chemical composition of the slab is such that the B and N con- 
tents satisfy the following relationship: B/N > 1. 

15. A process for producing an ultra low carbon, galvanized steel sheet, improved in fatigue properties of the base 
metal and a spot weld zone, comprising the steps of: 

heating a slab, comprising by weight C: 0.0001 to 0.0026%. Si: not more than 1 .0%. Mn: 0.03 to 2.5%. P: 0.015 
to 0.15%. 8:0.0010 to 0.020%. Al: 0.005 to 0.15%. N: 0.0005 to 0.0080% and B: 0 0003 to 0.0030% with the 
balance consisting of Fe and unavoidable impurities, to a temperature of 1050"C or above; 
hot rolling the heated slab aixi terminating the hot rolling at the Arg transformation point or above; coiling the 
hot rolled strip in the temperature range of from room temperature to 750^C; transferring the hot rolled coil to 
a cold rolling machine where cold rolling is performed, with a reduction ratio of not less than 70%. while uncoil- 
ing the hot rolled strip; annealing the cold rolled strip in the temperature range of from 600 to 900"C and then 
galvanizing the annealuu strip; and temper rolling the galx/anized strip with a reduction ratio (%) falling within 
the range specified by the following formulae: % > 1 5 x (1 - 400 x C). % > 2080 x (C - 0.0015). % > 3.0 and 
0.0001 <C< 0.0026 wherein C represents the carbon content in % by weight. 

16. The process according to claim 15. wherein the hot rolling is performed in such a manner that the slab is roughly 
rolled to a thickness of 30 to 70 mm. coiled, uncoiled to join the front end of the coil to the rear end of a preceding 
coil, followed by continuous finish rolling. 

17. The process according to claim 15 or 16. wherein the hot rolled steel sheet is cooled, within 1 .5 sec after the com- 
pletion of the hot rolling, to 750°C or below at a rate of not less than SO^^C/sec and coiled in the temperature range 
of from room temperature to 750° C. 

1 8. The process according to claim 1 5. wherein the cold rolling is performed with a reduction ratio of not less than 84%. 

19. The process according to claim 15, wherein the chemical composition of the slab is such that the slab further com- 
" prises by weight at least one element selected from the group consisting of Ti: 0.0002 to 0.0015% and Nb: 0.0002 

to 0.001 57o. 

20. The process according to claim 15 or 19, wherein the chemical composition of the slab is such that the B and N 
contents satisfy the following relationship: B/N > 1 
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Fig. 2 
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Fig.Z,(A) 
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Fig. 5(A) 
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Fig.8 
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Fig. 9 
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Fig.lO(A) 
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Fig. 11(A) 
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